i 2 Cue Dart Aerospace Ltd. 


"Date: 
User. 


Customer 


Monday, 17/11/2008 1:53:12 PM 
Julie Dawson 
Process Sheet 


: CU-DAROO1 Dart Helicopters Services Drawing Name : 206L /407 STEP ASSY, LH 


Job Number : 43489A — | 
Estimate Number ; 11702 
P.O. Number : Part Number : D2724041 


This Issue 
Prsht Rev. 
First Issue 


: 17/11/2008 S.O. No. : Drawing Number : D2724 REV C 
: NC pF Project Number 
« Fil M : LARGE FAB ASSY Drawing Revision : C 


Previous Run : 40926A ~ Material : 
Written By : Due Date shy 6210212009 


Checked & Approved By 


Comment 


: Est Rev;E As Per Ecn 766 06-01-06 JLM 


Additional Product 


. 


" i 


Comment Qty: 1.0000 Each(s)Unit Total: 4.0000 Each(s) 
Qty Part # Description Batch: Í 
1 D2622-120C Extrusion LG 
Check Material for any Dents or Defects 


LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 


Cut D2724-1 using D2622 extrusion as per Dwg D2724 
Deburr and bevel ends for welding 


D2734 Step End Plate 


Comment: Qty: — 2.0000 Each(s)/Unit Total: 8.0000 Each(s) 
206 Step Endplate 
Pick: 
Qty Part Number Description Batch 


2 2734 End Cap DEVIA 74 


D34581 Step Mounting Plate 


Comment: Qty: 20000 Each(s)/Unit Total: 8.0000 Each(s) 
Pick: 
Qty Part Number Description Batch , 
2 3458-1 Plate 065-7 


59002 -/ 


| Dart Aerospace Ltd 


WORK ORDER CHANGES 


W/O: 
Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng/ | Approval 


Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: NIC Closed: Date: 


pare large Description of NC Corrective Action | Section B p 
Section A QC p 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Date: κ Monday, 17/11/2008 1:53:12 PM 
User + Julie Dawson 


Process Sheet 
Customer: CU-DAROO01 Dart Helicopters Services Drawing Name: 206L /407 STEP ASSY, LH 


Job Number: 43489Α Part Number: D2724041 


Seq. ff: Machine Or Operation: 
D34583 Step Mounting Plate 


Comment Qty.: 20000 Each(s)/Unit Total: — 8.0000 Each(s) 
Pick: 
Qty Part Number Description Batch 


2  D3458-3 Plate 09 308 = 2 σος 


LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 


Weld end cap and lugs as per Dwg D2724 using Jig DT8884 — followed by Jig 
DT (One End Only) a 
AR ALROD Balch:/ //^ 2 ?O 7 
IDIS EC 
Grind end cap welds flush 


VISUAL WELDING INSPECTION 


ac9 


Comment: VISUAL WELDING INSPECTION 


QC5 


INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QSI 005 4.1 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


QC3 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 
LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 | 


I TIT 


Inspect for foreign object per QSI 024 


WORK ORDER CHANGES 


Approval 
PROCEDURE CHANGE By | Date pi eng; | Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


EL VIN of NC Corrective Action Section B 


[οι E T 
(owe Ld EL VIN A Initial Action Description [οι ς Chief E Qc eA 
Chief Eng Chief Eng M 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved ΩΑΙΝΟΒΝΝΟ RevE 


Date: 
„User: * 


Monday, 17/11/2008 1:53:12 PM 


Julie Dawson Process Sheet 


Customer: CU-DARO01 Dart Helicopters Services Drawing Name: 206L /407 STEP ASSY, LH 


Job Number: 434894 Part Number: 02724041 


.... 


Seq. ft: 


Machine Or Operation: 


Weld Remainig end cap as per Dwg D2724 using Jig DT — followed by Jig WE 
DT A 
NR ALROD Batch: 12/0203 7 pf.or- «Ἔ 


Grind per dwg D2724 


9 


VISUAL WELDING INSPECTION 


Comment: VISUAL WELDING INSPECTION 


5 


INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 
HAND FINISHING1 


Comment: HAND FINISHING RESOURCE #1 


Touch up Alodine 
SPRAY PAINTING SPRAY PAINTING 


ο au ΠΠ 


-PRIME -GREY g (0171 
-SPRAY PAINT DELFLEET BLUE Β |{9 OT? 
-CLEAR DELFLEET g (Oo lel ZV Ο1-οι- 


INSPECT SPRAY PAINT 


14 
ου ΠΠ 


Comment: |NSPECT SPRAY PAINT 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: Wing Walk as per Dwg D2724 and QSI 00 54.4 
INSPECT POWDER COAT/CHEMICAL ο a 


ΙΙΙ 728 PTT 


Page 3 


Comment: [INSPECT POWDER COAT/CHEMICAL CONVERSION 


Form: rprocess 


Dart Aerospace Ltd 
W/O: 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE By Date p Eng / Approval 
Prod Mgr (—— 


PartNo: D2124 - OLM — Pan&: M Fault Category: NCR:(fe& No DOA: Date: «8 lal ὁ} 
Resolution: 9c . wrk Disposition: c-ysoik QA: N/C Closed: E> Date: OF /G3/à3 


NCR:])214 4 A - | WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Descripti f NC V ific ti I 

Chief Eng Chief Eng Athy 

θεος ο pes p mn Scuff wilh 325 got paper 

IF.» ^o d "i Marcle many skp ew Πε] Parch mn δ 

Too bee cad bs “μέρη A M as m 1 

QL. pine pat HL elashe $ 

bebes Delile act. low 

7900 f aC pa «be, Pia } Κε ^l a. 


wasn} Wana kump twah 
Lack af Ateahon - 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QA\NCRWO RevE 


Date: Monday, 17/11/2008 1:53:12 PM 
User: * * — Julie Dawson 


Customer: CU-DAROO1 Dart Helicopters Services 


NNT 


Seq. ff: Machine Or Operation: 
PACKAGING 1 


Job Number: 43489A 
Job Number: 


Process Sheet 
Drawing Name: 206L /407 STEP ASSY, LH 


Part Number: D2724041 


PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 


QC?21 


Comment: ΕΙΝΑΙ INSPECTION/W/O RELEASE 


VADER 


Job Completion 


Page 4 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 
Approval 
STEP PROCEDURE CHANGE Chief Eng / 
Prod Mgr 


Part No: __ PAR #: Fault Category: NCR: Yes No DQA:___ Date: 
Resolution: Disposition: QA: N/C Closed: |.  Á  Á Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B : 
Verification roval roval 
Initial Action Description Sign & Section C “rs Eng en deba 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


NOTE: ALL WELDS SHALL 
106.21 BE 100% VISUALLY 
MEASURED BEFORE END CAPS WELDED IN PLACE INSPECTED BY A QUALIFIED 
INSPECTOR PER DART 
A S 


QS! 004 
B1.11 11.45 APPLY BLACK 
DISTANCE TO ANTI—SKID ON 
PLATE CENTER TOP SURFACE 
LINES AT TOP D3458-1 TO BOTTOM 
OF STEP OF TOP RADIUS 


0.900 
(REF) 


31VAMd SI IN3^n200 SIHL 


TYP 
REFER TO STEP 

ey iàs END DETAIL 
ΔΝ (REF) un 02724-1 
E FROM EXTRUSION D2622-107 


616050 


ROUND CORNER OF EXTRUSION TO 
MATCH BEND RADIUS OF END PLATE 


6ι 60:50 
6! Ὁ! 86 
νΟζι᾽66 


JON Si 1) ΙΝΗΙ NOLUONOO SS3MdX3 IHL NO G3MddNS SI ONY ὙΝΙΝΊΙΊΝΟΟ ανν 
‘VSN 3o9vdsoW3v Lava Áq «006 © 1u5uKdo) 


| 
: 
: 
: 
: 
Γκ 
ἔ 


3Π55Ι M3N 


AnBSW3SSV d3lS 40f/190Z 


S3ONVN3101 Q3SIA3N 
744130 QWM Q31vOdn 


D2734 END PLATE 


MAKE FROM EXTRUSION D2622 z 3 TYPICAL STEP END DETAIL 
WELD PER DART QS! 004 À NOT TO SCALE 
FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

POWDER COAT ASSEMBLY WHITE (4.3.5.1) PÉR DART QSI 005 4.3 

APPLY BLACK ANTI-SKID PAINT PER DART QSI 005 4.4 
ALL DIMENSIONS ARE IN INCHES 
ALL TOLERANCES ARE PER DART OSI 018 UNLESS OTHERWISE NOTED 


€-/i1-8S*€0 Gav 'νοι530-38 


